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(54) PROCESS FOR PRODUCiNG STEEL PIPE EXCELLENT IN CORROSION RESISTANCE AND 
WELDABIUTY 

(57) A process for producing a steel pipe excellent 
in corrosion resistance even in an atmosphere contain- 
ing wet carbon dioxide and trace hydrogen sulfide and 
also excellent in weldability at a reduced cost and an 
enhanced productivity. The process comprises heating 
to 1.050-1.300 *C a billet containing, on the weight 
basis, 0.01 to less than 1^.2 % of Si. 0.02-3.0 % of Mn, 
7.5-14.0 % of Cr. 0.5-0.005 % of Al, a reduced amount 
of each of C, N. P and S. at least one of Cu, Nr. Co. M o 
and W, and the balance consisting of Fe and inevitable 
impurities and having an MC value of at least 0. finish- 
ing hot rolling in the austenitic single-phase temperature 
region, winding up the rolled steel as a hot coil with a 
thickness of 3.0-25.4 mm, cooling the coil to at least 500 
*C in a cooling rate of at least 0.01 *G/sec to give a steel 
substantially comprising martensite, reheating the steel 
to a temperature in the range of from 550 **C to the A^ 
transformation point, holding at that temperature for at 
least 15 min. cooling to an ordinary temperature, cutting 
in a given width, and continuously shaping in a cylindri- 
cal form while conducting resistance welding of both 
ends of the strip into a pipe. 
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Description 

TECHNICAL FIELD 

5 This invention relates to a production method of a steel pipe excellent in corrosion resistance and weldability. More 

particularly, this invention relates to a method of producing easily and at a low cost a steel pipe which has a high corro- 
sion resistance in an environment containing wet carbon dioxide and a small amount of wet hydrogen sulfide, has also 
excellent weldability and can be used as oil well pipes for the exploitation and production of petroleum/natural gases 
and line pipes for the transportation, for example. 

BACKGROUND ART 

Petroleum and natural gases produced in recent years have become more and more of the type which contains wet 
carbon dioxide and hydrogen sulfide. It is well known that under such an environment, carbon steels and low alloy steels 

15 corrode remarkably. To transport such corrosive petroleum and natural gases, it has been customary to add a corrosion 
inhibitor as an anticorrosion countermeasure. In the case of offshore oil wells, however, it is enormously expensive to 
add and recover the corrosion inhibitor, and the use of the corrosion inhibitor has become more and more difficult due 
to the problem of ocean pollution. For these reasons, recently, a need for corrosion-resistant materials which do not 
need the addition of a corrosion inhibitor has become greater. 

20 As corrosion-resistant materials for petroleum and natural gases containing large quantities of carbon dioxide, the 

introduction of stainless steels has been examined. For example, as described in J. Klein "Corrosion", '84, Paper No. 
211 . a martensitic stainless steel containing about 0.2% of C and about 1 2 to 1 3% of Cr as typified by an AISI420 steel 
has been widely used. However, this steel involves the problem that the steel cannot be annealed at a high temperature 
to obtain a high strength necessary for using the steel as an oil well pipe, and thus its impact toughness is low. Since 

25 the AIS1420 steel contains about 0.2% of C. its weldability is extremely poor In other words, the hardness of the welding 
heat affected zone remarkably increases, a pre-heating temperature and a post-heating temperature for preventing 
weld crack are extremely high, and toughness of the welding heat affected zone Is extremely low. 

As described in Japanese Unexamined Patent Publication (Kokai) Nos. 63-134630 and 63-238217. for example, 
martensite steel oil well pipes typified by the AIS1420 steel have been generally produced in the past as seamless steel 

30 pipes by a seamless steel pipe rolling method. However, the seamless steel pipes involve the problems that a produc- 
tion yield and productivity are extremely low and the production cost is extremely high. In the case of the martensitic 
stainless steel pipes produced by the seamless steel pipe production method, the steel pipe must be subjected to 
quenching and tempering heat-treatments after pipe making, and this is one of the causes for the high production cost 
of the seamless steel pipes. In the case of low carbon martensitic stainless steels which reduce as much as possible 

35 the C or C and N contents so as to Improve the corrosion resistance or weldability, the steel pipes cannot be produced 
easily by the seamless steel pipe rolling method. 

In contrast. Japanese Unexamined Patent Publications (Kokai) No. 4-191319 and No. 4-191320 disclose a method 
of producing a steel pipe from a low carbon martensitic stainless steel, and Japanese Unexamined Patent Publications 
(Kokai) No. 4-99127 and No. 4-99128 disclose a method of producing a low carbon martensitic stainless steel pipe. On 

40 the other hand, Japanese Unexamined Patent Publication (f^kal) No. 5-263139 describes a method of producing an 
oil well pipe containing 12 to 14 wt% of Cr as an electric resistance seam welded steel pipe. However, these methods 
require heat-ti-eatment such as normalizing and tempering after the steel pipe is made, and involve the problems that 
the production cost Is high, and oxide scales are formed on the steel pipe surface. ^ 

45 SUMMARY OF THE INVENTION 

In view of the problems described above, the present invention aims at providing a method of easily producing, at 
a low cost, a steel pipe having excellent corrosion resistance in a carbon dioxide-containing environment, etc., and also 
. having excellent weldability. 
so The gist of tiie present invention resides in the following points (1 ) to (7). 

(1) A method for producing a steel pipe having excellent corrosion resistance and excellent weldability character- 
ized in that a steel slab containing, in terms of percent by weight. 0.01% to less than 1.2% of Si, 0.02 to 3.0% of 
Mn. 7.5 to 14,0% of Cr, 0.005 to 0.5% of A^, reducing C to not more than 0.03%. N to not more than 0.02%. P to 
55 not more than 0.03% and S to not more than 0.01%. containing at least one of not more than 4.0% of Cu. not more 
than 4.0% of Ni. not more than 2.0% of Co, not more than 3.0% of Mo and not more than 3.0% of W. and the bal- 
ance of Fe and unavoidable impurities, and havjng an MC value, given by the following formula, of at least 0, is 
shaped into a steel pipe by serially carrying out the tollowing steps 0 to 
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MC value = 80 + 420[%C] + 440[%N] + 30([%Nil + [%Cu] + |%Co]) + 15[%Mn] - 12([%Si] + [%Cr] 
+ I%Mol) - 24[%Nb] - 48([%V] + I%Til (+ I%A/]) - 6[%W]) 



5 where [%X] represents the content of an element X expressed by wt%. 

0 a step of heating a steel slab to a temperature of 1 .050 to 1 .SOO'^C. finishing hot rolling within a temperature 
range In which a metal structure remains substantially an austenite monophase, forming a hot coil having a 
sheet thickness of 3.0 mm to 25.4 mm, coiling it as the hot coil within a temperature range in which the metal 

10 structure remains substantially the austenite monophase, cooling the coil at a cooling rate of at least 0.01 

*'C/sec to at least 500°C. and forming a steel ttie metal structure of whrch substantially comprises martensite; 
© a step of reheating the hot coil described above to a temperature not less than 550*^0 but not more than an 
Ad transformation point, holding it for at least 15 minutes and cooling the coil to room temperature; 
(3) a step of cutting the hot coll into a predetermined width, shaping continuously both of the steel edges into 

15 a cylindrical shape and seaming them by electric resistance welding to produce a seam welded steel pipe. 

(2) A method for producing a steel pipe having excellent corrosion resistance and excellent weldad^ility according to 
the item (1). wherein the steel slab contains, in terms of percent by weight, not more than 1.0% in total of at least 
one of Nb. V and Ti as additional components. 
20 (3) A method for producing a steel pipe having excellent corrosion resistance and excellent weldability according to 
the item (1) or (2), wherein C contents of the steel slab is reduced to not more than 0.015% and N is reduced to not 
more than 0.01 5% in terms of percent by weight, and the total of C and N is reduced to not more than 0.02%. 

(4) A method for producing a steel pipe having excellent corrosion resistance and excellent weldability according to 
any of the items (1) to (3). wherein the steel slab contains. In terms of percent by weight, at least one of not more 

25 than 0.05% of rare earth elements and not more than 0.03% of Ca. 

(5) A method for producing a steel pipe having excellent corrosion resistance and excellent weldability according to 
any of the items (1) to (4). wherein the pipe is produced by electric resistance seam welding, and after the temper- 
ature of the seam welded portion drops below an Ms point, at least the seam welded portion and portions within 2 
mm on both sides of the seam welded portion are reheated to a temperature not less than 550**C but not more than 

30 an Aci transformation point and are then cooled. - 

(6) A method for producing a steel pipe having excellent corrosion resistance and excellent weldability according to 
any of the items (1 ) to (4), wherein the pipe is produced by electric resistance seam welding, after the temperature 
of the seam welded portion and portions within 2 mm on both sides of the seam welded portion are reheated again 
to a temperature not less than (an A^a transformation point +50^C). they are cooled rapidly to a temperature lower 

35 than an Ms point, and at least the seam welded portion and the portions within 2 mm on both sides of the seam 
welded portion are again reheated to a temperature not less than 550*C and not more than an A^ transformation 
point and are then cooled. 

(7) A method for producing a steel pipe having excellent corrosion resistance and excellent weldability according to 
the item (5) or (6), wherein, when at least the seam welded portion and portions within 2 mm on both sides of the 

40 seam welded portion are reheated to a temperature of not less than 550°C and not more than the A^ transforma- 
tion point and are then cooled, the full-body of the steel pipe is reheated. 

THE BEST MODE FOR CARRYING OUT THE INVENTION 

45 The present Invention solves the various problems with the martensitic stainless steels typified by the stainless 
steel AISI420 steel that have been examined in the past as the corrosion-resistant materials for petroleum and natural 
gases containing large quantities of carbon dioxide, and Is directed to make it possible particularly to secure a high 
strength necessary for line pipes and oil well pipes, to restrict the rise of the hardness of the welding heat affected zone 
and to improve the corrosion resistance and weldability. 

50 To accomplish the objects described above, the present invention limits the range of the chemical compositions of 
the steel from the aspect of the corrosion resistance and weldability, and optimizes a hot working condition of a raw 
steel sheet rolling process and a pipe making process and a cooling condition after hot working. 

Hereinafter, the reasons for limitation of the production condition of the steel pipe having excellent corrosion resist- 
ance and weldability according to the present invention will be explained. First, the reason for limitation of each chemi- 

55 cal composition will be explained. The term "%" represents "wt%'* unless specified othenwise. 

Si: 

The addition of Si as a deoxidizing agent and a strengthening element to a steel containing 7.5 to 14.0% of Or is 
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effective. However, if the Si content is less than 0.01%, the deoxidizing effect is not sufficient and if it exceeds 1 .2%, the 
effect gets into saturation and moreover, impact toughness and electric resistance seam weldabillty drop. Therefore, the 
Si content is limited to the range of 0.01% to less than 1.2%. Furthermore, when the necessary strength can be 
obtained by the combination of other alloy elements and the production condition, a large quantity of Si need not be 
5 added, and the Si addition quantity is reduced preferably to not more than 0.2% as the necessary and sufficient amount 
for deoxidation. . 

Mn: ...•■•>-. ..... . . 

10 Mn is necessary as the deoxidizing agent for a steel containing 7.5 to 14.0% of Cr. and at least 0.02% of Mn must 
be added. Mn Is also a useful element for converting the metallic structure to the structure mainly consisting of marten- 
site. If the Mn content exceeds 3.0%, however, the effect of addition gets into saturation, and the excessive Mn content 
induces difficulties in steel making. Therefore, the upper limit of the Mn content Is limited to 3.0%. 

15 Cr: 

In order to secure the high corrosion resistance and high ^rength as the object of the present invention, at least 
7.5% of Cr must be contained, if the Cr content exceeds 14.0%. however, large quantities of alloy elements must be 
added so as to obtain the metallic structure mainly consisting of martensite, and this not only increases the production 
20 cost but also invites difficulties in the heat-treatment of the hot coil. Therefore, the Cr content is limited to 7.5 to 1 4.0%. 

At. 

At least 0.005% of A£ must be added as the deoxidizing agent. When A/ is added In the amount exceeding 0.5%, 
25 however, coarse oxide type inclusions are formed and invite a deterioration in the stress corrosion cracking resistance. 
Therefore, the upper limit of the M content is set to 0.5%. 

C: 

30 C forms carbides with Cr, lowers the toughness and the corrosion resistance and remarkat)ly raises the hardness 
of the welding heat affected zone. Therefore, the C content is limited to not greater than 0.03%. 

N: 

35 N lowers the toughness of the weld portion and remarkably raises the hardness of the welding heat affected zone. 
Therefore, the N content is limited to not more than 0.02%. 

Furthermore, when the hardness of the welding heat affected zone must be lowered and weldability must be 
improved particularly when the steel Is shaped into the line pipe. etc.. the C content must be limited to not more than 
0.015% and the N content, to not more than 0.015%, and the total content of (C + N) is preferably limited to not more 

40 than 0.02%. 

P: 

A large amount of P content lowers the toughness. Therefore, the P content must be reduced to not more than 
45 0.03%, and the P content is preferably as little as possible. 

S: 

A large amount of S content, too, lowers hot workability, ductility and corrosion resistance. Therefore, the S content 
50 is preferably less, and must be limited to not more than. 0.01%. 

Cu, Ni and Co: 

When added to a steel containing 7.5 to 14.0% of Cr. Cu, Ni and Co remarkably improve the corrosion resistance. 
55 and they are necessary and useful elements for fornting the metallic structure mainly consisting of martensite. However, 
even when Cu and Ni are added in the amount more than 4.0%. and Co in the amount more than 2.0%. the effect of 
addition gets into saturation, and the addition in such amounts not only makes heat-treatment of the hot coil difficult but 
merely increases the production cost. On the other hand, the lower limit of the addition of Cu, Ni and Co is associated 
with the amount of addition of other alloy elements, and must be selected so that an MC value becomes at least 0. 
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Mo and W: 

When added to a steel containing 7.5 to 14.0% of Cr, Mo and W are effective for Improving the corrosion resistance 
in a wet carbon dioxide gas environment. In any way, the effect of the addition gets into saturation when they are added 
5 in the amount exceeding 3.0%. Further, because large quantities of other alloy elements such as Cu. Ni, Co. etc.. must 
be added so as to form the metallic structure mainly consisting of martensite, heat-treatment of the hot coil becomes 
difficult. Therefore, the upper limit of each of Mo and W is set to 3.0%. 

In the present invention, the MC value defined by the following formula as the combination of the content of each 
element must be at least 0: 

10 

MC value = 80 + 420[%C] + 440[%N] + 30([%Ni] + [%Cu] + [7oCo]) + 15[%Mn] - 12([%Si] + [%Cr] 
+ [%Mo]) - 24[%Nb] - 48([%\/J + [%TI] (+ [%A>?]) - 6^AW]) 



15 where [%X] represents the content of an element X in terms of wt%. 

When this MC value is less than 0, it is difficult to form the metallic structure consisting substantially of martensite 
whichever hot-rolling condition and heat-treatment condition may be selected, and the strength and toughness as the 
indispensable characteristics for the oil well pipe or the line pipe drop. When the MC value is less than 0. further, it 
becomes difficult to stably form the austenrte structure in the hot rolling temperature zone, the possibility of the occur- 

20 rence of large rolling scratches becomes high, and the production yield drops. Therefore, the MC value must be at least 
0. When the MC value is at least 0, a steel, the metallic structure of which substantially consists of martensite, can be 
obtained by the combination of the later-appearing rolling condition, coiling condition and cooling condition. 

The elements described above are the basic components of the steel to which the present invention is directed, but 
the following elements may be added, whenever necessary, so as to further improve the steel characteristics. 

25 

Nb. VandTi: 

When added to a steel containing 7.5 to 14.0% of Cr. Nb. V and Ti provide a great effect of reducing the hardness 
of the welding heat affected zone, and also improve the corrosion resistance. However, when they are added in exces- 
.30 sive amounts.the effect of addition gets Into saturation and the toughness of the base metal drops. Therefore, the sum 
of at least one of Nb. V and Ti must not exceed 1.0%. Particularly when an excellent toughness of the base metal is 
required, the sum of at least one of Nb. V and Ti does not preferably exceed 0.5%. On the other hand, in order to suffi- 
ciently lower the hardness of the welding heat affected zone, the sum of at least one of Nb. V and Ti is preferably at 
least 0.1%. 

35 

Rare earth elements (REM) and Ca: 

Rare earth elements and Ca are elements which are effective for improving hot workability and impact toughness. 
However, when the rare earth elements in an amount more than 0.05% and Ca in an amount more than 0.03% are 
40 added, coarse non-metallic inclusions of these elements are formed, respectively, and hot workability and corrosion 
resistance are deteriorated. Therefore, the upper limit is 0.05% for the rare earth elements and 0.03% for Ca. The term 
"rare earth elements*' used in this specification represents the elements having the atomic numbers of 57 to 71 , 89 to 
103 and Y 

The steel used for the method of the present invention may contain Zr, B, etc.. as mixed impurities from scraps or 
45 those added for adjusting toughness, workability, but in such a case, too. the MC value described above must be at least 
0. Though the oxygen content is not particularly limited in the present invention, the oxygen corrtent is preferably as 
small as possible because oxygen Is an impurity which forms oxide type non-metallic inclusions. 

Next, the production steps of the present invention and the reasons for limitation will be explained. 

so Slab heating temperature: 

Hot workability in hot rolling must be secured by uniformly heating the slab to its center portion. However, if heating 
is made to a temperature more than 1 .300*'C, the material loss due to the formation of oxide scales becomes so remark- 
able that the production yield drops. When the heating temperature is less than 1 .050*'C. on the other hand, the defor- 
55 mation resistance in hot rolling becomes excessively great. Therefore, the slab heating temperature is limited to 1.050 
to1.300«C. 
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Hot rolling: 

Ordinary hot coil rolling can be employed for hot rolling. The sheet thickness is limited to at least 3.0 mm to not more 
than 25.4 mm from practical utility of the sheet for the oil well pipe or the line pipe. From the aspect of productivity in 
5 subsequent seam welding, the shape of the sheet is limited to the hot coil. 

Rolling finish temperature and coiling temperature: 

When the hot coil is coiled after hot rolling, it Is necessary to finish hot rolling and coiling within the temperature 
10 range In which the metallic structure substantially remains the austenite monophase in order to obtain a steel, the 
metallic structure of which substantially comprises martensite. during the cooling process after coiling. If austenite 
undergoes transformation to ferrite partially or wholely before coiling, the toughness of the base metal of the steel 
becomes poor. If austenite undergoes transformation to martensite partially or wholely before coiling, the strength of 
the steel rises, so that coiling becomes difficult. Incidentally, there is the case in hot rolling where ferrite transformation 
15 is promoted by working and for this reason, hot rolling and coiling must be finished at a temperature at which the austen- 
ite monophase structure can be secured even when hot working is carried out. When the metallic structure substantially 
comprises the austenite monophase, there are no other limitations to the hot rolling finish temperature and to the coiling 
temperature. If the temperature is too low, however, the hot rolling deformation resistance becomes great even though 
the structure is the austenite monophase structure. Therefore, a suitable terrperature must be set within the range of 
20 the capacity of the hot rolling mill and that of the coiling machine. 

Cooling condition: 

When the hot coil after coiling is cooled, cooling must be carried out at a cooling rate of at least 0.01 °C/sec to a 
25 temperature of SOO^'C or lower. This is for preventing the formation of ferrite from austenite and converting the steel to 
one whose metallic structure substantially comprises martensite after cooling. If the cooling rate is less than 0.01 
°C/sec. the possibility that ferrite is formed during cooling becomes high. In the steel to which the present Invention is 
directed, on the other hand, austenite cooled to less than 500°C no longer undergoes transformation to ferrite. and 
because the cooling rate at a temperature less than 500''C has small influences on the martensite transformation, any 
30 cooling rate may be used at a temperature less than 500^C. 

Reheating of hot coll: 

In order to obtain a suitable strength after pipe-making of the steel pipe and to secure a toughness, the heating tern- 
35 perature of less than SSO^^C or the holding time of less than 15 minutes is not preferable because the toughness of the 
base metal is not sufficient. When the heating temperature exceeds the transformation point, fresh martensite is 
formed In subsequent cooling process and the toughness as well as the stress con-oslon cracking resistance of the 
base metal drop. Provided that the holding time of at least 15 minutes is secured, a longer holding time causes no prob- 
lem. When box annealing is employed, the holding time is from about 2 to about 10 hours. The reheating atmosphere 
40 may be the air atmosphere, but is more preferably a non-oxidizing atmosphere or a reducing atmosphere in order to 
reduce the oxide scales on the steel surface and to improve the production yield of the steel pipe without lowering the 
corrosion resistance. For exanple. it Is preferred to use a mixed gas consisting of 5 to 15% of hydrogen and the balance 
of a nitrogen or argon gas. 

45 Forming & electric resistande seam welding: 

An ordinary production process of an electric resistance seam welded steel pipe can be employed for forming and 
seam welding in the present invention, and a seam welded steel pipe is produced by cutting a steel coil into a predeter- 
mined width in accordance with a required outer diameter as an oil well pipe or a line pipe and welding both edges of 
so the steel coil by electric resistance welding while continuously shaping the steel coil so cut into a cylindrical shape. 

In the present invention, besides the production steps described above, the steps of producing the steel pipe by 
seam welding, reheating the seam welded portion and the portions within 2 mm from both sides of the seam to a tem- 
perature of not less than 550*^0 and not more than the A^f transformation point and then cooling the pipe may be added, 
whenever necessary. The object of this additional production step is to lower the hardness of the hardened structure 
55 formed locally at the time of seam welding and to improve the toughness of the seam welded portion. When reheating 
is carried out, only the portions in the proximity of the seam welded portion may be reheated immediately after seam 
welding by using a post annealer, for example, or the full-body of the steel pipe may be heated. 

In addition to the production steps described above, it is further possible in the present invention to add the steps 
of reheating the seam welded portion and the portions within at least 2 mm from both sides of the seam welded portion 
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to not less than the Ac3 transformation point +50'*C. rapidly cooling them to a temperature below an Ms point, further 
heating again at least the seam welded portion and the portions within 2 mm from both sides of the seam to a temper- 
ature from 550°C to the transformation point and then cooling them. The object of the additional steps is to reduce 
non-uniformity occurring at the time of seam welding and to further improve the toughness of the seam welded portion. 

5 When the seam welded portion and the portions within at least 2 mm from both sides of the seam are heated to not less 
than the transformation point +50**C, it is preferred to reheat only the portions in the proximity of the seam welded 
portion immediately after seam welding by using the post-annealer. The steel pipe may be naturally heated as a whole, 
but in this case, the steel pipe is hardened as a whole, so that the material property secured at the time of the hot coil 
is lost. After reheating is made to the A^a transformation point +50*C or more, the pipe must be rapidly cooled to a tern- 

70 perature lower than the Ms point. For. if reheating is made before the temperature goes down to the Ms point, the effect 
of reheating cannot be obtained even when reheating is made to the temperature from 550**C to the A^ transformation 
point. Particularly when an in-line continuous processing is carried out by using the post annealer. rapid cooling is 
essentially necessary. On the other hand, when at least the seam welded portion and the portions within 2 mm from 
both sides of the seam are reheated to a temperature of 550**C to the A^i transformation point, only the portions in the 

,5 proximity of the seam welded portion may be reheated immediately after seam welding by using the post annealer. or 
the steel pipe may be heated as a whole. 

In the present invention, the metallic structure of the hot coil of the steel having the selected components is con- 
verted to the structure substantially consisting of tempered martensite. If the structure of the hot coil remains un-tem- 
pered martensite, the strength is excessively high and hence, workability and toughness are extremely inferior In 

20 contrast, workability of the steel can be improved by tempering the mertensite under the state of the hot coil so as to 
provide a suitable strength to the hot coil, and forming in the production of the seam welded steel pipe can be attained 
with a remarkable increase in productivity. 

Since the metallic structure is converted to the tempered martensite, a high strength such as a yield strength of at 
least 551 MPa. for example, can be easily obtained, and a high strength and an excellent impact toughness can be 

25 obtained, too. 

EXAMPLES 

Hereinafter. Examples of the present invention will be explained. 

30_ Steels having the components tabulated in Table 1 were melted, and hot coils each having a sheet thickness of 1 1 
mm were produced by ordinary hot rolling processes under the conditions tabulated in Table 2. Further, each coil was 
shaped into a seam welded steel pipe having an outer diameter of 273 mm by a seam welded steel pipe line, and having 
a yield strength of at least 448 N/mm^. The slab heating temperature in hot rolling was 1 .230*C. Comparative Example 
16 corresponded to an AISI420 steel. In each of the steel pipes, pipe heat-treatment such as quenching or normalizing 

35 was not done after pipe making. 
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Example of 
This 

Invention 


Comparative 
Examples 



Next, these steel pipes were welded to form weld joints by manual are welding as welding corresponding to on-site 
circumferential welding at the time of lay-down of a line pipe. Welding heat input was 17 kJ/cm. J IS No. 4 impact test- 
pieces (full size) were sampled from the base metal and the heat affected zones of the weld portions, and impact tests 
were carried out. Maximum hardness of the welding heat affected zones was measured as a VIckers* hardness at a 1 
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kg load. On the other hand, a testpiece was sampled from the base metal of each steel pipe, and a corrosion test in a 
wet carbon dioxide environment was carried out. Each testpiece having a thickness of 3 mm, a width of 15 mm and a 
length of 50 mm was used for the wet carbon dioxide environment, and was immersed in a 5% aqueous NaC^ solution 
Inside an autoclave at a testing temperature of 120''C at a carbon dioxide pressure of 40 atms for 30 days. A corrosion 

5 rale was calculated from the weight change between the weight before the test and the weight after the test. The unit 
of this corrosion rate was expressed by mm/y It is generally believed that if a corrosion rate of a certain material in a 
certain environment is less than 0.1 mm/y the material is sufficiently anti-corrosive and can be used. 

The test results are also tabulated in Table 2. In the impact test result shown in Table 2. symbol O shows that a 
fracture appearance transition temperature is not more than -SO^'C, symbol X shows that the fracture appearance tran- 

10 sition temperature is from -30°C to 0'*C, and symbol XX shows that the fracture appearance transition temperature 
exceeds 0°C. In the maximum hardness of the welding heated affected zones shown in Table 2. symbol O shows the 
maximum hardness is less than 300, X shows that it is from 300 to less than 450 and symbol XX shows that it is at least 
450. In the corrosion test result shown in Table 2, symbol @ shows that the corrosion rate is less than 0.05 mm/y sym- 
bol O shows that it is from 0.05 to less than 0. 10 mm/y. symbol X shows that it is 0.1 to less than 0.5 mm/y and synribol 

15 XX shows that it is at least 0.5 mm/y 

It can be clearly appreciated from Table 2 that, in Examples Nos. 1 to 12 according to the present invention, the 
impact toughness of the base metal and the welding heat affected zone was excellent, the maximum hardness of the 
welding heat affected zone was low, and the materials exhibited the excellent corrosion resistance and weldability In 
other words, the steel pipes having excellent characteristics could be produced at a low cost of production and with high 

20 productivity without applying heat-treatment such as quenching-tempering or normalizing-tempering. The reason why 
the steel pipes of the present invention has excellent corrosion resistance in the carbon dioxide environment is because 
It contains 7.5 to 14.0% of Cr, and Cu or Ni, and moreover, because the invention restricts C to not more than 0.03% 
and N to not more than 0.02%. In contrast, since Comparative Examples Nos. 13 to 17 did not satisfy the requirements 
for the component composition, or their production conditions were not suitable, the characteristics of all of the Com- 

25 parative Examples were inferior. 

As described above, the present invention can produce, at a tow cost and with high productivity, steel pipes excel- 
lent In both con-osion resistance and weldability. 

Claims 

30 . 

1 . A method for producing a steel pipe having excellent corrosion resistance and excellent weldability comprising car- 
rying out serially the following steps ® to ® to produce a steel pipe by using a slab which contains, in terms of 
percent by weight: 

35 Si: 0.01 to less than 1 .2%, 

Mn: 0.02 to 3.0% 

Cr: 7.5 to 14.0%. and 

A^: 0.005 to 0.5%; 

40 which reduces the following components: 

C: to not more than 0.03%, 

N; to not more than 0.02%. 

P: to not more than 0.03%. and 

45 S: to not more than 0.01%; 

which further contains at least one of the following components: 

Cu: not more than 4,0%. 

so Ni: not more than 4.0%, 

Co: not more than 2.0%, 

Mo: not more than 3.0%, and 

W: not more than 3.0%; 

55 the balance of which consists of Fe and unavoidable impurities; and 
which has an MC value, given by the following formula, of at least 0: 

0 heating said slab to a temperature of 1 .050 to 1 ,300''C. finishing hot rolling within a temperature range in 
which a metallic structure substantially consists of an austenite monophase to convert the rolled sheet to a hot 
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coil having a sheet thickness of 3.0 to 25.4 mm. coiling it as the hot coil within a temperature range in which 
the metallic structure substantially remains the austenite monophase, and cooling the coil at a cooling rate of 
at least O.orC/sec to at least 5O0''C to obtain a steel the metallic structure of which substantially consists of 
martensite: 

5 ® reheating the hot coil to a temperature of not less than SSO^'C to an transformation point, holding it for 

at least 15 minutes and then cooling It to a room temperature: and 

@ cutting the hot coil into a predetermined width, continuously forming it into a cylindrical shape and welding 
both end of the steel coil by electric resistance welding to obtain seam welded steel pipe: 

10 MC value = 80 + 420[%C] + 440[%N] + 30([%Ni] + [%Cu] + [7aCo]) + 1 5[%Mn] - 12([%SI] + [%Cr] 

+ [%Mol) - 24[%Nb] - 48([%\/] + [%Ti] (+ 1%A£]) - 6[%W]) 

where [%X] represents the content of an element X in terms of wt%. 

75 

2. A method for producing a steel pipe having excellent corrosion resistance and excellent weldability according to 
claim 1 , wherein said slab contains, in terms of percent by weight, not more than 1 .0% in total of at least one of Nb, 
V and Ti as additional components. 

20 3. A method for producing a steel pipe having excellent corrosion resistance and excellent weldability according to 
claim 1 or 2. wherein the C and N contents in said slab Is reduced as follows: 

C: to not more than 0.015%, and 
N: to not more than 0.015%. 

25 

and the total of C and N is not more than 0.02%. 

4. A method for producing a steel pipe having excellent corrosion resistance and excellent weldability according to 
any of claims 1 through 3. wherein said slab contains, In terms of percent by weight, the following components as 
30 additional components: 

rare each element: not more than 0.05%, and 
Ca: not more than 0.03%. 

35 5. A method for producing a steel pipe having excellent corrosion resistance and excellent weldability according to 
any of claims 1 through 4, wherein pipe making is made by electric resistance seam welding, and after the temper- 
ature of the seam welded portion drops to a temperature not higher than an Ms point, at least said seam welded 
portion and portions within 2 mm from both sides of said seam welded portion are reheated to a temperature of 
550°C to an A^ transformation point, and they are then cooled. 

40 

6. A method for producing a steel pipe having excellent corrosion resistance and excellent weldability according to 
any of claims 1 through 4, wherein pipe making Is made by electric resistance seam welding and. after at least said 
seam welded portion and portions within 2 mm from both sides of said seam welded portion are reheated to a tem- 
perature not less than (A^a transformation point + 50°C), they are rapidly cooled to a temperature not more than an 

45 Ms point, and at least said seam welded portion and portions within 2 mm from both sides of said seam welded 
portion are reheated to a temperature of 550**C to not more than the A^ transformation point and are then cooled. 

7. A method for producing a steel pipe having excellent corrosion resistance and excellent weldability according to 
claim 5 or 6, wherein, when said seam welded portion and portions within 2 mm from both sides of said seam 

50 welded portion are reheated to a temperature of 550**C to not more than the A^i transformation point and are then 
cooled, said steel pipe is reheated as a whole. 
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